LUSTRAN® 446

ABS (sAE J1685: AB3D111)
Automotive Grade

Description

Lustrarf 446 resin is a high-impact grade of ABS
(Acrylonitrile Butadiene Styrene). This automotingection
molding grade provides a good balance of mechanical
properties and impact strength for substrate agfdics.
The resin is available in natural and black cotorky.

Applications

Lustran 446 ABS resin is used in applications reqgi
impact and abuse resistance. Typical uses insladeus
non-appearance interior structural components for
automotive and truck-and-bus applications. As \aitly
product, use of Lustran 446 ABS resin in a givepligption
must be tested (including field testing, etc.) dvance by
the user to determine suitability.

Drying

Drying prior to processing is recommended in actesit
dehumidifying hopper dryer. An inlet air dew poaft-20°F
(-29°C) or below is recommended to achieve a maastu
content<0.1%. Typical drying conditions are 2 hours at
180° - 190°F (82° - 88°C). Drying for 4 hours &01 -
170°F (71° - 77°C) is also adequate.

Processing

A reciprocating screw injection molding machine is
preferred. A general purpose screw with a 2.5:1
compression ratio is suggested. A minimum L/Dorafi
20:1 will ensure melt homogeneity.

For best part quality, use the lower range of the
recommended melt temperature with minimum barrel
residence time. To avoid excessive residenceitirttee
barrel, volume and weight of the shot should barezéd
against barrel capacity and injection stroke. Atsteight-
to-machine capacity ratio of 0.5 — 0.75 is recomdeeh A
mold temperature of 110° — 150°F (45 — 65°C) is
recommended for development of maximum gloss and
strength, with the hotter end of this range preferr

INECS ABS

Typical processing parameters are noted belowuahct
processing conditions will depend on machine sizad
design, material residence time, shot size, etc.

Typical Injection Molding Conditions

Barrel Temperatures:

REAI.....uiitiiiiiiiiee e 455°— 480F (235°— 250C)
Middle ..465°— 490F (240°- 255TC)
Front.......cooviiiii i 475°— 500F (245°— 260C)
NOZzZIe ..o 475°— 500F (245°— 260C)
Melt Temperature............cccceeveenenn 475°~ 510F (245°- 265C)
Mold Temperature.............ccceeueeeennene 110°- 150F (45°-65 <)
Injection Pressure..........cccooveeviiiiiineiennenn, 10,000 — 16,000 psi
Hold Pressure..........ccccoeviveennnen. 50 — 75% of Injection Pressure
Back Pressure..........ovuiieiiiiiiiiii e 50 — 100 psi
SCreW SPEEU. ... ..uiiiiiiieiiiie et Moderate
INJECHION SPEEA... .. i it e e e High
CUSHION ... e 1/4 in max
CIAMP. .. oo 2 — 4 ton/in?

Achieving uniform surface appearance on a moldet pa
requires proper tool design, properly prepared and
conditioned tool cavity surfaces, and preventive
maintenance. Tool design should include adegpab@erly
sized, and properly designed vents. Preventivateance
for tooling requires, but is not limited to, periodnspection
and cleaning of tool surfaces, actual cavity sw$aand
cavity vents.

Additional information on processing may be obtdiby
contacting an INEOS ABS technical service represer.



Regrind Information

Where end-use requirements permit, up to 20% Lu#ES
resin regrind may be used with virgin material,idgr
injection molding, provided that the material igpkéee of
contamination and is properly dried (see sectioDoying).
Any regrind used must be generated from properlideth
parts, sprues, and/or runners. All regrind usedtrba clean,
uncontaminated, and thoroughly blended with virgisin
prior to drying and processing. Under no circumests
should degraded, discolored, or contaminated nzhteei
used for regrind. Material of this type shoulddigcarded.

Improperly mixed and/or dried resin may diminisk th
desired properties of Lustran ABS resin. It igical that
you test finished parts produced with any amoumegfind
to ensure that your end-use performance requirenazat
fully met. Regulatory or testing organizationgy(eUL)
may have specific requirements limiting the alloleab
amount of regrind. Because third party regrindegalty
does not have a traceable heat history, nor offer a
assurance that proper temperatures, conditionggand
materials were used in processing, extreme cautiast be
exercised in buying and using regrind from thirdtieas.

The use of regrind materials should be avoided entirely in
those applications where resin properties equivalent to
virgin material arerequired, including but not limited to
color quality, impact strength, resin purity, and/or load-
bearing performance.

Federal Motor Vehicle Safety Standard 302

The Federal Motor Vehicle Safety Standard (FMVS®) 3
applies to automotive components and not materld&OS
ABS does not certify against this standard sinéeat
component test and test results are dependentrbn pa
geometry as well as material. However, INEOS ABSH
test its materials according to the flammabilitytterocedure
SAE J369 set forth by the Society of Automotive iBegrs
Standard SAE J1685. This test is for materialsrafates to
FMVSS 302. Flammability testing of actual partsl an
components manufactured with INEOS ABS materialstmu
be performed by the part fabricator/assembler hadXEM.

Health and Safety Information

Appropriate literature has been assembled whichiges
information concerning the health and safety préoas that
must be observed when handling the INEOS ABS prizduc
mentioned in this publication. For materials menéd
which are not INEOS ABS products, appropriate itilals
hygiene and other safety precautions recommend¢ildiry
manufacturers should be followed. Before workirithvany
of these products, you must read and become famiith

the available information on their hazards, praps, and
handling. This cannot be overemphasized. Inforonat
available in several forms,g., material safety data sheets
and product labels. Consult your INEOS ABS representative
or contact the Product Safety and Regulatory Adfair
Department at INEOS ABS.
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. m ______________m _______________________mm |
ASTM Units Lustran® 446
Typical Properties* Test Method .S, Sl ABS Resin
for Matural Resin [Other)® Conventional Metric s, | sl
General |
Specific Gravity O 7az2 1.05
Density O 7az Ilfin® glcm? 0.038 | 1.06
Specific Volume O 7az2 in#lk cmilg 264 0.95
Mald Shrinkage [BRER infin mmfmm 0.004-0.008
Melt Flow Rate: 220°CM0-kg Load D1238 /10 min 12
230°Cr3.8-kg Load g/10 min 4
Mechanical
Tensile Stress at Yield O B38 i MPa 6,000 41
(IS0 527) MPa 44
Tensile Modulus O B38 Ikin® MPa 360,000 2480
Flexural Streas at Yield O a0 Ikfin2 MPa 10,000 69
Flexural Modulus O 790 i MPa 365,000 2520
{152 178) MPa 2,540
Impact Strength, Motched lzod:
0.125-in (2. 2-mm) Thickness, 72°F (23°C) O 256 ft-lbin Jim 6.5 363
4 x 10-mm bar, T3°F (23°C) (IS0 180/ 4) kJim?® 30
4 x 10-mm bar, -40°F {-40°C) (150 180/ A) ki 5.1
Thermal
Deflection Temperature, Unannsaled: O B48
0.125-in (3.2-mm) Thickness
284-psi (1.82-MPa) Load °F G 170 7T
§8-psi (0.46-MPa) Load °F G 194 50
Coefficient of Lingar Thermal Expansion: O 696
-22% to BEYF {-30° to 30°C) n'ini“F mrmmdC 4 9E-05 8.8 E-05
Yicat Softening Temperature:
1-kg Load, 120°C/Hour D 1525 °F G 225 107
50-M Load, S0°C/Hour (IS0 308) G g7
Flammability**
Flagque Burn Rate: (SAE J3689)
D079 x4 x 14 in {2 x 100 x 355 mm) infrmin mrmfmin 1.2 30

* These items are provided as general information anly. They are approximate values and are not parf of the product specifications.
** Flammability results are based on small-scale laboratory tests for purposes of relative comparison and are not intended to reflect the
hazards presented by this or any other material under actual fire conditions.
7 Conditions for testing ABS under 150 standards are specified in IS0 2580-2.
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Note: The information contained in this publication is current as of October 2007. Please contact INEOS ABS to

determine whether this publication has been revised.

The manner in which you use and the purpose to which you put and utilize our products,
technical assistance and information (whether verbal, written or by way of production
evaluations), including any suggested formulations and recommendations are beyond our
control. Therefore, it is imperative that you test our products, technical assistance and
information to determine to your own satisfaction whether they are suitable for your
intended uses and applications. This application-specific analysis must at least include
testing to determine suitability from a technical as well as health, safety, and
environmental standpoint. Such testing has not necessarily been done by us. Unless we
otherwise agree in writing, all products are sold strictly pursuant to the terms of our
standard conditions of sale. All information and technical assistance is given without
warranty or guarantee and is subject to change without notice. It is expressly understood
and agreed that you assume and hereby expressly release us from all liability, in tort,
contract or otherwise, incurred in connection with the use of our products, technical
assistance, and information. Any statement or recommendation not contained herein is
unauthorized and shall not bind us. Nothing herein shall be construed as a
recommendation to use any product in conflict with patents covering any material or its
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use. No license is implied or in fact granted under the claims of any patent.
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